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PURPOSE: To obtain flask-like sipes, each of which has curved or bent portion on 
the tread of a tire without posing problems such as an increase in cost, lowering 
of quality and the like by a method wherein each metal blade is formed by welding a 
cylindrical pin to the end part of a thin metal plate, the planted portion of which 
is curved or bent along a molding surface and the end part of which is straight. 

CONSTITUTION: Each (metal bladeY pis positioned between two groove-forming skeletons 
adjacent to each other on a molding surface 12 so as to form a flask- like sipe on 
the tread of a tire . The metal blade 1 consists of thin metal plate 2 and pin 3~ 
which is welded to the end part 2a' of the thin metal plate 2 under the state being 
fitted in a groove formed in it self. The portion, in which the thin metal plate is 
Planted ' is curved or bent along a molding surface 12 , while the end part 2a of the 
thin metal plate is substantially straight. In the pin 3, a groove 4 having the 
breadth slightly wider than the thickness of the thin metal plate 2 is worked along 
and parallel to its axis line. Both the ends of the groove reach-to both the ends 
of the pin 3. Thus, the welding work between the pin 3 and the thin metal plate 2 
becomes easy. 
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BASIC-ABSTRACT: 



In a tyre vulcanisation mould (10) having a metal blade (1) planted on the moulding 
surface (11) to form flask like sides on the tread of tyre, the thin metal plate of 
_the metal blade is curved or bent along the moulding surface at the planted part 
and is practically straight at its end, and a cylindrical pin (3) is welded to the 
end. Also claimed is a pneumatic tyre (20) having flask like sides curved or bent 
at the surface of tread along the surface of tread but practically straight at the 
bottom parts of sides. 

USE^ - T o for m flas k like sides on the surface of treads of tyres to (increase) 
( ^erati oli^stab ilit^ ) of motor cars using the pneumatic tyres on wet roads. 

ADVANTAGE - Flask like sides having curved or bent parts cn be mfd. without 
increase in cost and decrease in tyre quality. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. * * * * shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] the tire vulcanization which implanted the metal blade for this invention to form 
flask form SAIPU in the tread of a tire in the molding side - public funds — it is related with a mold and 
the pneumatic tire which has arranged flask form SAIPU in the tread. 
[0002] 

[Description of the Prior Art] Conventionally, the technique of preparing two or more SAIPU in the 
tread of a tire for the purpose of the controllability in a wet way etc. is known. As a class of such 
SAIPU, the so-called flask form SAIPU of a flask configuration has a cross section aiming at crack 
initiation prevention of a SAIPU bottom. Also in order to raise the controllability in a wet way, said 
flask form SAIPU is desirable and it is still more desirable by curving and making the configuration of 
SAIPU crooked to make [ many ] the edge to a road surface. 
[0003] 

[Problem(s) to be Solved by the Invention] the case where flask form SAIPU curved and crooked is 
formed - tire vulcanization — public funds - the metal blade of a mold must be curved and crooked. As 
that approach, although there is a method of folding metal sheet metal in two, putting the metal pin 
shaft, and making a blade curved and crooked as first shown in JP,4-21 5507, A, since the increase of cost 
is caused by this approach, it is not desirable. Then, by this approach, although how to form [ to abolish 
said metal pin shaft to bend, in case metal sheet metal is folded in two, and ] the space section in a part 
can be considered, in case a blade is made curved and crooked, there is a possibility that this space 
section may be crushed and flask form SAIPU of high quality cannot be formed. 
[0004] If these are taken into consideration, a cylinder-like pin will be welded to a metallic thin plate, 
and it will be considered by extent of a request of the whole blade for the approach curved and crooked 
to be desirable. However, the curve after welding etc. is difficult and also has fear of weld cracking 
between a metallic thin plate and a pin. Then, a metallic thin plate and a pin are made curved and 
crooked separately, and the activity will be difficult although how to weld this behind can also be 
considered. 

[0005] the tire vulcanization which can obtain flask form SAIPU which this invention was made in view 
of the above-mentioned situation, and has a part for a curve or a flection in the tread of a tire, without 
causing problems, such as an increase of cost, and debasement of SAIPU, ~ public funds - it aims at 
offer of the pneumatic tire which has arranged said flask form SAIPU in a mold. 
[0006] 

[Means for Solving the Problem] In a mold then, the tire vulcanization which implanted the metal blade 
for the 1st invention of this invention to form flask form SAIPU in the tread of a tire in the molding side 
— public funds said metal blade the tire vulcanization characterized by having become real straight 
line-like at the end, and coming to weld a cylinder-like pin to this edge to the metallic thin plate being 
curved or crooked along a molding side in said implantation part - public funds - it is a mold. 
Moreover, the 2nd invention is a pneumatic tire which has become real straight line-like in the SAIPU 
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bottom part to setting to the pneumatic tire which has arranged flask form SAIPU in the tread, and said 

SAIPU being curved or crooked along this front face on the tread front face. 

[0007] 

[Function] tire vulcanization of the 1st invention of this invention — public funds - the mold has 
become real straight line-like at the edge which welds a pin although the metallic thin plate is curved 
and crooked near the implantation to a molding side, and the welding operation becomes easy. 
Moreover, there is also no possibility of causing debasement of the increase of cost or SAIPU which 
was considered. 

[0008] Since the pneumatic tire of the 2nd invention of this invention has SAIPU curved and crooked on 
the tread front face, its edge to a road surface increases, and its controllability of a wet way improves. 
Moreover, in the wear last stage, a wastewater nature fall is stopped by the flask part of a SAJPU 
bottom, and high wet way controllability can be obtained from the time of a new article by it till the 
wear last stage. 
[0009] 

[Example] Hereafter, the example of this invention is explained, referring to a drawing, the tire 
vulcanization which a sign 10 requires for this invention in drawing 1 - public funds — a mold and sign 
1 - tire vulcanization - public funds - the metal blade for the flask form SAIPU formation in the 
condition of having been implanted in the molding side 12 of a mold 10 is shown. This metal blade 1 is 
located between two slot formation bones which the molding side 12 adjoins, and forms flask form 
SAIPU in the tread of a tire. 

rOOlOJ Th is metal blade 1 is metallic thin plates whose board thickness is about 0.2- 1.0mm as shown in 
^rawing 0 , such as stainless steel and titanium. 2 and metallic thin plate Pin which was made to carry 
outfitting of the slot 4 on own to edge 2a of 2, and was welded to it It consists of 3. Drawing 1 is a 
metal blade. The thickness direction sectional view in one center section is shown. It is a metallic thin 
plate here. Although signs tha t 2 has bent are shown , this is a metallic thin plate. It is because it has 
become real straight line-like by edge 2a to 2 being curved or crooked along the molding side 12 with 
implantation partial 2b. " 

[001 1] Pin 3 is met at the axis and it is a metallic thin plate to an axis and parallel. Slot slightly broader 
than the board thickness of 2 4 is processed and it is a slot. The both ends of 4 are pins. The both ends of 
3 are arrived at. This pin Slot on 3 4 and metallic thin plate Edge 2a of 2 fits in mutually, and is a 
metallic thin plate. The center line which intersects perpendicularly in the thickness direction of 2 is a 
pin. It passes along the axial center of 3. Pin 3 and metallic thin plate Although welded by the well- 
known approach, since 2 has become real straight line-like in edge 2a which welds a pin, it does not 
have a possibility of causing debasement of the increase of cost, or SAIPU which the welding operation 
becomes easy and was already considered, either. 

[0012] moreover, metallic thin plate Pin of 2 a location more distant than 3 — it is - tire vulcanization - 
public funds - implantation partial 2b of the molding side 3 1 of a mold 30 - this metallic thin plate 2 - 
tire vulcanization — public funds — it uses for fixing to a mold side - comparatively — osculum of a 
major diameter 5 has penetrated in the one or more piece thickness direction. 

[0013] metal blade shown in drawing 1 the tire vulcanization which implanted 1 in the molding side 12 - 
- publicju nds ~ the development view of the tread pattern obtained using the mold 10 is shown in 
^rawing 2^ ) A pneumatic tire and 22 show a circumferential groove and 24 shows [ the sign 20 ] SAIPU 
usual [ 26 1 a transverse groove and ] in flask form SAIPU and 28. A transverse groove 24, flask form 
SAIPU 26, and SAIPU 28 have a herringbone as a whole, and the tread pattern concerned shows the so- 
called directivity pattern. ^ . . 

[0014] Drawing 3 shows the perspective drawing which expanded only flask form ^AIPU )g^) This flask 
form SAIPU has become real straight line-like in the SAIPU bottom part to that which is curving along 
this front face on the tread front face (26a) (26b). Thus, even if flask form SAIPU is curving on the tread 
front face, it may be crooked and can consider various modes. 
[0015] 

[Effect of the Invention] tire vulcanization of the 1st invention of this invention - public funds - 
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according to the mold, it can obtain, without inviting flask form SAIPU which has a part for a curve or a 
flection in the tread of a tire for problems, such as an increase of cost, and debasement of SAIPU. 
[0016] Next, the result is indicated below to be the trial about the wet way controllability of the 
pneumatic tire of the 2nd invention of this invention. The tire size used for this trial is ZR17 235/45, and 
since the reinforcement structure inside a tire uses well-known structure, it omits a publication. About a 
tread pattern, make into an example the pneumatic tire which has the pattern shown in drawing 2 , and 
let the tire which has the pattern shown in drawing 4 be the conventional example. Here, the difference 
between the pattern of the conventional example and the pattern of an example is described. 
Circumferential groove 22a which is prolonged [ near the tire equatorial plane M ] among 
circumferential grooves 22 in the case of an example Circumferential groove 22b prolonged on the tire 
cross direction outside To SAIPU which crosses the inserted rib 30 being flask form SAIPU 26 by this 
invention, in the case of the example of a comparison, SAIPU which crosses a rib 30 is SAIPU which 
becomes the usual cross-section configuration which is not a flask form, and, moreover, has been 
prolonged in the shape of a straight line also in the tread front face. In addition, the SAIPU width of face 
on 6.5mm and the front face of a tread of the SAIPU depth was 0.7mm, respectively, the case of flask 
form SAIPU 26 ~ a near SAIPU bottom - it could be 1 5mm in the double width part most. 
[0017] It is internal pressure:2.3 kgf/cm2 after rim **** as a trial of wet way [ example / of these sample 
offerings ]-first controllability at the time of a new article. Filled up and carried out real vehicle wearing, 
it was made to run a wet with a radius of 50m skid pad top with the critical speed which can be run, and' 
longitudinal direction acceleration was measured. Consequently, the example was 103 in the 
characteristic display which sets the conventional example to 100 (a characteristic is so good that it is 
large). 

[0018] Next, after wearing a tread 5mm, when the rate which it is filled up with internal pressure after 
rim. ****, cany out real vehicle wearing, a stagnant water way with a depth of 10mm is made to go 
straight on, and hydroplaning generates was measured as a trial of the wet way controllability in the 
wear last stage, the example was 104 in the characteristic display which sets the conventional example 
to 100 (a characteristic is so good that it is large). 

[0019] As mentioned above, the pneumatic tire by this invention can obtain wet way controllability high 
from the time of a new article to the wear last stage. 
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CLAIMS 



[Claim(s)] 

[Claim 1] the tire vulcanization which implanted the metal blade for forming flask form SAIPU in the 
tread of a tire in the molding side - public funds - the tire vulcanization characterized by setting in a 
mold, and said metal blade having become real straight line-like at the end to the metallic thin plate 
being curved or crooked along a molding side in said implantation part, and coming to weld a cylinder- 
like pin to this edge — public funds — a mold. 

[Claim 2] The pneumatic tire which has become real straight line-like in the SAIPU bottom part to 
setting to the pneumatic tire which has arranged flask form SAIPU in the tread, and said SAIPU being 
curved or crooked along this front face on the tread front face. 
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